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Work Order ID 80260 - | 
February-15-12 3:34:33 1 M 


*Rn0260* 


Page I 


ALE 2 


Item ID: 
Revision ID: 
Item Name: 


Start Date: 


Required Date: 29/02/2012 


Reference: 


Approvals: 


Sequence ID/ 


Wo Center ID 


Draw Nbr 
D3560 
100 
* alt ke 
Bandsaw 


Jeaspa Bandsaw 


110 


*4 4 (1 


HAAS I 


HAAS CNC vertical machine #1 


D3560-042 


Arm Weldment 


15/02/2012 Start Qty: 10.00 


Req'd Qty: 10.00 


Process Plan; C 
QC: 


Accept 


Cust Item ID: 


=” 2 
* H Customer: 


125 
jn 


Date: GEO Tooling: Date: 


Date: SPC (Y/N): Date: 


*N900040100* 


120 


+420* 


QC 


Quality Control 


parad Set Up/ Tool ID Tool# Plan 
escription Run Hours Code 
Revision Nbr 
Rev D 
0.00 
BAND SAW 
Memo 0.00 Ç 
Fink 2/ 2 y 
Cut blanks 16.750" long we, | b> Ó 7 
0.00 Z ^ 
HAAS CNC VERTICAL MACHINING #1 ©. = | S ` 
a l 2 a 
Memo 0.00 
|- Mill as per Folio FA694 WZ & Dwg D3560 Rev: 1⁄2 
2.€'sink 0.196" hole on manual mill as per dwg D3560 Z 
3-Deburr per dwg D3560 KC Ze z 5 
j f 
RA 
QC2- Inspect parts off machine FAI/FAIB 0.00 e ХУ. i2 s: 2 L 2 
Memo 0.00 


Setup Start 


"NS7* 


Stop * d Q “7 * 
Run Start x N * 
Stop * R 1 R 
МЕ2* 
Accept Reject Reject Insp. 
ty Qty Number Stamp 
/D ZE 


/0 


WA P 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DGA: Date: 


Approval Ap 
proval 
Date Chief Eng / OC inspector 


Resolution: Disposition: GA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


š Corrective Action Section B š 
Description of NC Verification | Approval | Approval 
DATE | STEP SSSNOWIA Imitial Action Description Sign & OC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date 4 initial all entries 


H:\FFORMS\Quality Assurance\approved QAINCRWO RevE 


Work Order ID 80260 * 809280 * page 2 


February: 15-12 3:34:33 PM 


ча [)3560-042 Accept *NQn0040 1 nn* Setup Start *NIS 1 * 


Revision ID: 


Item Name: Arm Weldment Stop *N 82 * 
Start Date: 15/02/2012 Start Qty: 10.00 *4()* Cust Item ID: 
Required Date: 29/02/2012 Req'd Qty: 10.00 *4 * Customer: 
Reference: 
Run Start 
Approvals: Process Plan: Date: Tooling: Date: N R 1 * 
St 

QC: Date: SPC (Y/N): Date: % x NR2* 
Sequence ID/ Operation Set Up/ Tool ID Toon Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qiy Qty Number Stamp 
130 OCH. Inspect parts - second check 0.00 
105 Ba Chal o d 
QC Memo 0.00 


Quality Control 


140 0.00 


Large Fab 
d . M 
Large Fab Memo 0.00 c 
Large Fab I-Weld assembly as per буур D3560 42 04.7 Z 
STEP: 


1- clean material (buff bracket and bottom of arm with blue pad ) 
2- set up bracket and arm on jig 

3- preheat bracket and arm with torch 

4- clean before welding with brush 

S- set up machine to 135 amps 

6- weld across bottom and top ends 

7- reheat with torch ( 65 deg C ) 

8- on one side weld from bottom to top half way 

9- same for other side (half way) 

10- from half way point weld the rest of the first side (ease off pedal near 
end) 11- same for remaining side (ease off pedal near end) 


di, Kod E uereg 


Work Order ID 80260 
February-15-12 3:34:33 PM 


8050. 


Item 10: 3560-042 Accept ER * 
Revision ID: NOA 1 00 
Item Name: Arm Weldment 
Start Date: 15/02/2012 Start Qty: 10.00 *4 yx Cust Item ID: 
Required Date: 29/02/2012 Req'd Qty: 10.00 *4 * Customer: 
Reference: 
Approvals: Process Plan: Date: Tooling: Date: 
QC: Date: SPC (Y/N): Date: 
Sequence 1D/ Operation Set Up/ Tool IE Tool Plan Accept 
Work Center ID Description Ru” Hours Code Qty 


150 


SO 


QC 
Quality Control 


160 
*4AN* 
ос 


Quality Control 


170 
*470* 
HandFinish 


Hand Finishing 


QCS- Inspect part completeness to step on wo 


Mema 


QC9- Inspect visual per QS1004- Fusion Welds 


Memo 


Chemical Conversion Coat per QS1005 4.1 


Memo 


0.00 


Dalaly 


0.00 


0.00 


0.00 


0.00 


0.00 


Setup Start 


Stop 


Run Start 


Stop 


Reject 
Qty 


Page 3 


*NS1* 
NY 


*NR1* 
*NR2* 


Insp. 
Stamp 


Reject 
Number 


Work Order ID 80260 * * Pan 
February-15-12 3:34:33 PM 80760 age 


Item ID: 3560-042 Accept *N 9000401 an* Setup Start *N S 1 < 


Revision ID: 


Item Name: Arm Weldment Stop *N 8 
Start Date: 15/02/2012 Start Qty: 10.00 54 (y* Cust Item ID: 
Required Date: 29/02/20 I2 Req'd Qty: 10.00 *4 П* Customer: 
Reference: 
Run Start yw ER 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 

QC: Date: SPC (Y/N): Date: P ж N R 3 * 
Sequence ID/ Operation Set Up/ Tool ID Tool Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stam 
180 QC3- Inspect Part Finish 0.00 2 
si Rn* AX 5 M5 fa) 
QC Memo 0.00 d 


Quality Control 


190 0.00 D 
Small Fab 

* 1 Q * mall Fa O ZA 

Small Fab Memo 0.00 

Small Fab 1-Press bushing in D3560 arm per dwg D3562 

200 Os. Inspect part completeness to step on W/O 0.00 

O Cw 

Qc Memo 0.00 


Quality Control 


Work Order ID 80260 
February-15-12 3:34:33 PM 


*aN260" 


Page 5 


Item ID: D3560-042 Accept * * S : 
etup Start % * 
— N 900040100 NS1 
Item Name: Arm Weldment Stop * N Q * 
Start Date: 15/02/2012 Start Qty: 10.00 dl 8 e Cust Item ID: 
Required Date: 29/02/2012 Req'd Qty: 10.00 *4 Wb Customer: 
Reference: 
Run Start 
Approvals: Process Plan: Date: Tooling: Date: e N R 4 * 
s Stop 
QC: Date: SPC (Y/N): Date: ' *N * 
Sequence 10 / Operation Set Up / Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
210 Identify as per dwg & Stock Location: WA 0.00 
*210* STEP CELL 2 
Packaging Memo 0.00 = 
Packaging „ STOCK IN STEP CELL*** * C7 Š | 
220 QC2I- Final Inspection - Work Order Release 0.00 228 
elea [> J > Il 
QC Memo 0.00 


Quality Control 


` Picklist Print Ben 
February-15-12 3:34.36 PM 
Work Order ID: 80260 *Q)260* E 
Parent Item: D3560-042 * Г) 2 r60-042* 


Parent Item Name: Arm Weldinent Start Date: 15/02/2012 Required Date: 29/02/2012 
Start Qty: 10.00 Required Qty: 10.00 


Comments: IPP Rev:A New Issue 07.05,24 EC 
IPP rev B ECN 987 07.10.09 EC verified by: DD 
IPP Rev:C ЕСМ!048 07-12-18 DD verified by: EC 


Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof Oty on Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D2808 Manufactured No 100 Each 70.0000 | W 
* * * * 
72808 7 
Bushing 
Location Loc Ot Loe Code 
GA 70 z 
32896 2 — 
76188 3 9 —— 
78950 24 _ 
79688 41 SA — 
M6061T6B0.500X05.00 Purchased No 140 f 51.2274 1.395 14.68421 


*MBNA1TARN 500X05 000* ** 


6061-16 Bar 500 x 5.00 


Location Loc Qty Loc Code 
MAT001 21.834 | 
112154 6.935 — 
117933 2.123 
119346 12.776 — 
MAT004 29.3934 Z j 
— Z CIV > / A 4 
120243 24 Ly, T 152/63 07 


120421 5.3934 — 


` Picklist Print Page 2 
February-15-12 3:34: 36 PM 

Work Order ID: 80260 * 800 80 * 

Parent Item: 3560-042 * 3580-049 * 


Parent Item Name: Arm Weldment Start Date: 15/02/2012 Required Date: 29/02/2012 
Start Qty: 10.00 Required Qty: 10.00 
D3592-1 Manufactured No 190 Each 27.0000 | 10 a 
d * d x 
035992 *# 19 H, F 
Plate = 
Location Loc Oty Loc Code 
wa B SCH MA 4 _ жы _. 
78934 4 — — 
W А002 23 _ — 
47015 2 — 
78934 21 -= są 


February-15-12 3:34:36 PM Shop Packet Print Page 2 


DART AEROSPACE LTD WorkOrder: | 3oD/.0 č | 
aia, Berger 
Description: Arm Part Number:  D3560-2 | 


Page 1of1 


Inspection Dwg: D3560 Rev: D 


FIRST ARTICLE INSPECTION CHECKLIST 


[ x | First Article [| Prototype 


Drawing Actual 
Tolerance ' Accept 
Dimension Dimension 


@0.507 +0.000/-0.001 | enial —| 
@0.196 +0.005/-0.001 
+ 


5555 

[00050001 
TCC 
ow | +000 [вз | — | | — 
oo | sao | ove | — | T V |] 
[oars | wem | 225 [| — | I V 
oe | wem [жк | L TL T 1] 
з | won | > ppp | — || |) 
— 


N/A 
N/A 
[Rev | Date change 0,0000 0) o | Revised by | Approved | 
07.01.17 | New Issue P/O D3560-042 KJ/JLM — 
| B | 07.06.13 | Dimensions updated per Dwg Rev B KJJLM,;, | ., | 
09.06.11 | Dwg Rev updated ку) Fe | M 
E 


H:\FORMS\Quality Assurance\approved QA\FAI revD 


D2808 SPACER, 
_-— PRESS FIT AFTER 02808 SPACER 


ALODINE PRESS ДҮ. Są ы d 


O 


D3560-042 ARM WELDMENT 


ELDM 
D3592-1 PLATE 7 


©) D2808 SPACER, 02808 SPACER. 
_— -PRESS FIT AFTER PRESS FIT AEIER 
cs —  ALODINE | ALODINE — 


D3560-044 ARM E 


ES 


DETAIL B 
SCALE 1:2 


07.11.16 


NCM KACH" 
ka STA 
D3560-043 

D3560-044 DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 


{COAT PER Desen B DSI 005 4 1 

8 UNLESS OT a EE MISE NOTED 
NISE NOTED 

0.015 MAX 


MFG. APPR. „Ээй 


APPROvED | Уу Log 
d ARM WELDMENT w 


DATE 97 11 16 ‘COPYRIGHT © 2008 DY DART AEROSPACE LTD 


Er эмр Сен OLE rei а LRE Оп (кє (443099 CREME TT T 9 
mó 10 ME Eecherbierg 
— Leger EES, 


+0.000 
C'BORE @0.507 .0001 


0250 DEEP FROM ` 
THIS SIDE 


RO.375 —— 


0.500 1 0.188 


R0.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 


— R035 (TYP) 


= R0.40 
PROFILE TO MATCH 
D3592-1 PLATE, 
“MACHINE AT 2 4°, 
SEE VIEW D-D 


D3560-2 ARM 


N 
MATERIAL 6081 тв Je (ОВ 6081-T654/T6510/T6511/T62) BAR, 0.500 THICK 
ANS-QQ-A-225/8 (OR AMS 4117/4128/4115/4116) OR 

PER AMS-QQ-A-200/8 (OR AMS 4160) 
(REF. DART SPEC 17880 500) 

2) FINISH NONE 

3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT. 1.05 Ibs 


0.032 
AT BASE OF C'BORE 


@0.196 (DRILL 49 REF) 
C'SINK @0.385x100° 


RO. 13 (TYP) 
(POCKETING RAD) 


1000 THRU 
(TYP 7 PLACES) 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO. CANADA 


AM m N 
o | ARM WELDMENT 


300 GO 


H 4 s 4 3 2 1 
—— 


0 188 (TYP) 
P E +0.000 
Sa C'BORE 90.507") 00 
— 0.250 — 0.250 DEEP FROM b 
ч PROFILE TO MATCH 0.275 (TYP) 00% THIS SIDE 
MACHINE ATi 24 D3560-3 ARM 
R0.35 (TYP) 63 "eem — 
cz 7, 
R040 5%, 1) MATERIAL: 6061-16 OR 6061-T651/T6510/T6511/T62) BAR, 0.500 THICK 
a RO75 PER AMS.00-A-225/8 (OR AMS 4117/4128/4115/4116) OR 
— 2.107 = ; PER AMS-QQ-A-200/8 (OR AMS 4160) 
Е (REF DART SPEC. 1T6B0.500) 
+ с” — k 2) FINISH NOI 

' Zi 3 7048 es PER DART QSI 018 UNLESS OTHERWISE NOTED 

d Leg 4) UNITS: INCHES UNLESS OTHERWISE NOTED 

I 5) BREAK SHARP EDGES: 0.005 TO 0.015 a MAX 

2090 6) IDENTIFICATION: N/A 
' \_ 7) WEIGHT 1.05 ibs 
\ —— > 
c ` — x 2, a, Ze / ы C 
ip E o dëi Ga ës 
WW 2 
* 
— Lot [= 1 
GG -0188 | 0.500 
(POCKETING RAD) R0:032 
AT BASE OF C'BORE 
B 1.702 CONSTANT TAPER B 
FROM 1.702 TO 1.750 r 1750 
R4.00 
EE 
+0.000 SCALE 1: 1 
0.001 


0.900 THRU _ 


1.000 THRU (1 PLACE) 


(TYP 4 PLACES) 
R0.30 


oeaen | _ 47 | D ROSPACE LTD 
lora LIC. | . à 
reces |) James 


MFG. APPR. _ A eres 4 Fi 5 


APPROVED | AMP RE 
=s = | ARM WELDMENT "e 
возо DATE 07.11.16 — 


@0 196 (DRILL #9 REF) 
C'SINK @0.385x100° 


? ° 


- RO.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
0 188 (TYP) 
i \ 


— 0250 

0 275 (TYP) 

PROFILE TO MATCH 
PLATE 


RO.35 (TYP) 03592-1 ç 
/ MACHINE AT 24°, 
e° / SEE VIEW F-F 


+0.000 
C'BORE 00.507 o 001 
0.250 DEEP FROM 
THIS SIDE 

D3560-4 ARM 


MATERIAL: 6061-16 (OR 6051-1651/16610/T6511/T62) BAR, 0.500 THICK 
PER AMS-00-A-225/8 (OR AMS 4117/4128/4115/4116) OR 
PER AMS-00-A-200/8 (OR AMS 4160) c 
(REF. DART SPEC. M6061T6B0.500) 

2) FINISH. NONE 

3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT: 1.05 (bs 


ç ET | 
— RK 
N R0.13 (TYP) 


С (POCKETING RAD) 


R0,032 _ 
AT BASE OF C'BORE | ` 


CONSTANT TAPER 
1.750 FROM 1.702 TO 1.750 1.702 24" 0.375 


R400 


41.9° 
+0,000 
00.507") 00 


R1.00 


17.8* 


_ 660.800 THRU 
(1 PLACE) ©1.000 THRU 


~ (TYP 4 PLACES) 


A 
CHECKED | |, | DRAWINGNO 
Ao 5560 
APPROVED | Ду | 


@0.198 (DRILL 49 REF) 


TNIE 
C'SINK 00.385x100* aeproveD | ДАР TTRM WELDMENT 
DATE (71116 ИШЕ. ITT BY DART ACNE ШШЕ 


K N E Ye шө» PUBYCIĄ Ой Cuna om nn 
— 


RO 30 
— 


